.< 
Work Order ID 37613 


June 26,2009 
/0:28:5/ 
AM 


Item 10: 
03391-013 


Revision 10: 
H 


Item Name: 
Mid Tube Assembly 


Start Date: 
15/07/2009 
Start Qty: 
1.00 


Required Date: 03/08/2009 
Req'd Qty: 1.00 


Reference: 


111111111111111 


111111111111111 


11111111111111111111111111111111111 


Accept 
1111111111111111111111111111111111111 
11111111111111111111111 


Cust Item 10: 


Customer: 


Page If..,;). 
•.. 


Setup 
Start 
1111111111111111111111111 
~ 


Stop 
1111111111111111111111111 
' 


Approvals: 
Process Plan: 


QC: 


Date: 


Date: 


Tooling: 


SPC (YIN): 


Date: 


Date: 


Run 
Start 
1111111111111111111111111 


Stop 
1111111111111111111111111 


Sequence IDI 
Work Center 10 


Draw Nbr 


Operation 
Description 


Revision Nbr 


Set Upl 
Run Hours 


-_. 
- 
Draw 
Draw 
Plan 
Accept 
Reject 
Reject 
Insp. 
Number 
Rev. 
Code 
Qty 
Qty 
Number 
Stamp 


03391 
Rev H 


100 
0.00 


Memo 


1111111111111111111111111 
Skidtubes 


Skidtubes 


Skidtubes 


0.00 
j 


I-Cut tube to finish length as per Owg 03391 
,2-ldenti/)' 
as 03391-013: 
~3-0rill 
pilot holes using OT8796 (including 
"B" holes) and drill only I fwd saddle hole 
on one side only as per Owg 03391 
A-Open saddles and GHW holes to 
00.375" 
exept for fwd saddle hoI 


110 
QC5- Inspect part completeness 
to step on WIO 
0.00 J 
1111111111111111111111111 
QC 
Memo 
0.00 


Quality Control 


120 
Chemical 
Conversion 
Coat per QSI005 4.1 
t 
0.00 J 


1111111111111111111111111 
1 
HandFinish 
Memo 
0.00 


Hand Finishing 


'10'," 
.•. 


"Dart Aerospace 
Ltd 


W/O: 
WORK ORDER CHANGES 


DATE 
STEP 
PROCEDURE 
CHANGE 
By 
Date 
Qty 
Approval 
Approval 
Chief Eng I 
Prod Mgr 
QC Inspector 
. 


PAR#: 
_ 
Faull Category: SIA ..db,L-4 
NCR: Yes €)ooPc4 Dale: 
10 "us" 01 


Resolution: 
Disposition: 
QA: NlC Closed: 
Date: 
_ 


NCR: 31G:,\ "3 
WORK ORDER NON-CONFORMANCE 
(NCR) 


Approval 
QC Inspector 
cp 


Approval 
Chief Eng 


~\n,l(.. 
jk •••• 
~S) ol./L.- 


Verification 
Section C 
Sign & 
Corrective 
Action 
Section B 
Action Description 
Chief Eng 


<::1YEN 
((f () ILfa 
<;JEY 


t-}()L~') ~ 
'Ji 6,Z-7L 
'; • 
..... 
Ace. e~b ~ 
b..}tt\ 0"- 
C::O"""\X-'\I\') 
-to 
)""1J=,J 
I }..)il.J 
~ 


Initial 
Chief Engcp 


I C;);()t.~1b 
pc.,;./ 


c:Dl:lcl--l 


Description of NC 
Section A 


ElcdrlL 
~:~ hole<; 
cl~f\ \t 
/ihe. - j.) P \ 


DATE 
STEP 


NOTE:'Date 
& initial all entries 


H:\fFORMS\Quality 
Assurance\approved 
QA\NCRWO 
RevE 


." 
./ 


:; Work Order ID 37613 


June 26,2009 
10:28:51 AM 


Item 10: 
03391-013 


Revision 
10: 
H 


Item Name: 
Mid Tube Assembly 


Start 
Date: 
15/07/2009 
Start 
Qty: 
1.00 


Required 
Date: 03/08/2009 
Req'd Qty: 
1.00 


111111111111111 


111111111111111 


11111111111111111111111111111111111 


Accept 
1111111111111111111111111111111111111 
11111111111111111111111 


Cust Item 10: 


Customer: 


Page 2 


Setup 
Start 
1111111111111111111111111 
. 


Stop 
1111111111111111111111111 
- 


Reference: 


Approvals: 
Process Plan: 


QC: 


Date: 


Date: 


Tooling: 


SPC (YIN): 


Date: 


Date: 


Run 
Start 
1111111111111111111111111 


Stop 
1111111111111111111111111 


Sequence 
101 
Work Center 
10 


130 


1111111111111111111111111 
QC 


Quality Control 


- 
Operation 
Description 


QC3- Inspect Part Finish 


Memo 


Set Upl 
Run Hours 


0.00 


0.00 


Draw 
Draw 
Plan 
Accept 
Reject 
Reject 
Insp. 
Number 
Rev. 
Code 
Qty 
Qty 
Number 
Stamp 
j 


140 


1111111 11111Illii 
11111111 
Skidtubes 


Skidtubes 


0.00 


Skidtubes 


Memo 
0.00 
j 


Bond web in place as per Owg 03391 & QSI 015 .•••••• 
Ensure Web 
Aligment 
•••••• 


150 


1111111111111111111111111 
QC 


Quality Control 


QC5- Inspect part completeness 
to step on W/O 
0.00 


Memo 
0.00 


Inspect each insert using OT8821 
,j 


.' 


.0 
Work Order ID 37613 
11111111111111111111111111111111111 
Page 3 
, 
June 26,2009 
10:28:51 AM 
. 


Item 10: 
03391-013 
Accept 
111111111111111111111111111111111111111111111111111111111111 
Setup 
Start 
1111111111111111111111111 
Revision 
10: 
H 


1111111111111111111111111 
Item Name: 
Mid Tube Assembly 
Stop 


Start 
Date: 
15/07/2009 
Start Qty: 
1.00 
111111111111111 
Cust Item 10: 
Required 
Date: 03/08/2009 
Req'd Qty: 
1.00 
111111111111111 
Customer: 


Reference: 


Approvals: 


Sequence 
101 
Work Center 
10 


160 


1111111111111111111111111 
Skidtubes 


Skidtubes 


Run 
Start 
1111111111111111111111111 
Process Plan: 
Date: 
Tooling: 
Date: 


QC: 
Date: 
SPC (YIN): 
Date: 
Stop 


1111111111111111111111111 


Operation 
Set Upl 
Draw 
Draw 
Plan 
Accept 
Reject 
Reject 
Insp. 
Description 
Run Hours 
Number 
Rev. 
Code 
Qty 
Qty 
Number 
Stamp 


0.00 


Skidtubes 
j 


Memo 
0.00 


I-Weld crossbolt spacer as per dwg 03391 & QSI 004: :2-grind weld flush 


170 
QC I0- Inspect visual per QS1004- ground welds 
0.00 
j 


1111111111111111111111111 
QC 
Memo 
0.00 


Quality Control 


180 
QC5-lnspect 
part completeness 
to step on W/O 
0.00 
j 
1111111111111111111111111 
QC 
Memo 
0.00 


Quality Control 


Work Order ID 37613 


.June 26,2009 
JO:28:5J AM 


Item 10: 
D3391-0 13 


Revision 10: 
H 


Item Name: 
Mid Tube Assembly 


Start 
Date: 
15/07/2009 
Start 
Qty: 
1.00 


Required 
Date: 03/08/2009 
Req'd Qty: 
1.00 


Reference: 


111111111111111 


111111111111111 


11111111111111111111111111111111111 


Accept 
111111111111111111111111111111111111111111111111111111111111 


Cust Item 10: 


Customer: 


Page 4 . 


Setup 
Start 
1111111111111111111111111 


Stop 
1111111111111111111111111 


Approvals: 
Process 
Plan: 


QC: 


Date: 


Date: 


Tooling: 


SPC (YIN): 


Date: 


Date: 


Run 
Start 
1111111111111111111111111 


Stop 
1111111111111111111111111 


__ 
IJOVEN 


Memo 
0.00 


Use paint screws to mask inserts.ST ART TIME: 
TEMPERATURE: 
[IFINISH TIME: 


Sequence 
101 
Work Center 
ID 


190 


1111111111111111111111111 
Powdercoat 


Powder Coating 


Operation 
Description 


White Gloss(Ref:4.3.5.I) 
per QSlO05 4.3-Alum 


Set Upl 
Run Hours 


0.00 


Draw 
Draw 
Plan 
Accept 
Reject 
Reject 
Insp. 
Number 
Rev. 
Code 
Qty 
Qty 
Number 
Stamp 
j 


200 


1111111 ill II 11111 1111 1111 
QC 


Quality Control 


210 


QC3- Inspect Part Finish 


Memo 


0.00 


0.00 


0.00 


J 


1111111111111111111111111 
Skidtubes 


Skidtubes 


Skidtubes 


Memo 
0.00 
j-d 
1- insert 03391-011 
into 03391-13 
2- insert T-pins into first and third fwd 
~_ 
") 
saddle holes 
3- ON FIRST SIDE ONLY drill out 2nd and forth fwd saddles 
I' 
holes to 0.500" as per OS19364. 
:4- remove T-pins and locate OT9415 from tirst 
and third cross bolt hole using 


Work Order ID 37613 


June 26,2009 
10:28:52 AM 


Item 10: 
D3391-013 


Revision 
10: 
H 


Item Name: 
Mid Tube Assembly 


Start 
Date: 
15/07/2009 
Start 
Qty: 
1.00 


Required 
Date: 03/08/2009 
Req'd Qty: 
1.00 


Reference: 


111111111111111 


111111111111111 


11111111111111111111111111111111111 


Accept 
111111111111111111111111111111111111111111111111111111111111 


Cust Item 10: 


Customer: 


Page 5 , 


< 


Setu p 
Sta rt 
1111111111111111111111111 
. ~ 


Stop 
1111111111111111111111111 


Approvals: 
Process Plan: 


QC: 


Date: 


Date: 


Tooling: 


SPC (YIN): 


Date: 


Date: 


Run 
Start 
1111111111111111111111111 


Stop 
1111111111111111111111111 


Operation 
Set Upl 
Description 
Run Hours 


QC5-lnspect 
part completeness 
to step on W/O 
0.00 


- 
. 
Sequence 
IDI 
Work Center 
ID 


220 


1111111111111111111111111 
QC 


Quality Control 


Memo 
0.00 


Draw 
Draw 
Plan 
Accept 
Reject 
Reject 
Insp. 
Number 
Rev. 
Code 
Qty 
Qty 
Number 
Stamp 


230 


1111111111111111111111111 
HandFinish 


Hand Finishing 


l-tandFinishing 


Memo 


Install inserts 


0.00 
Q I j 
::?) /'I' 


0.00 


240 


1111111111111111111111111 
QC 


Quality Control 


QC5- Inspect part completeness 
to step on W/O 
0.00 


Memo 
0.00 


Inspect thread of each 
insert using DT882 I 


" 
Work Order ID 37613 


June 26,2009 
10:28:52 AM 


Item 10: 
03391-013 


Revision 
10: 
H 


Item Name: 
Mid Tube Assembly 


Start 
Date: 
15/07/2009 
Start 
Qty: 
1.00 


Required 
Date: 03/08/2009 
Req'd Qty: 
1.00 


Reference: 


111111111111111 


I111I1111111111 


11111111111111111111111111111111111 


Accept 
1111111111111111111111111111111111111 
11111111111111111111111 


Cust Item ID: 


Customer: 


Page 6 
. 


Setu p 
Start 
II11I11111111111111111111 


Stop 
1111111111111111111111111 


Approvals: 
Process Plan: 


QC: 


Date: 


Date: 


Tooling: 


SPC (YIN): 


Date: 


Date: 


Run 
Start 
I111111111111111111111111 


Stop 
1111111111111111111111111 


Sequence 
(DI 
Work Center 
ID 


250 


1111111111111111111111111 
HandFinish 


Hand Finishing 


Operation 
Description 


HandFinishing 


Memo 


Assemble 
as per dwg D3391 


Set Upl 
Run Hours 


0.00 j 


0.00 


-_. 
Draw 
Draw 
Plan 
Accept 
Reject 
Reject 
Insp. 
Number 
Rev. 
Code 
Qty 
Qty 
Number 
Stamp 


260 


II1111111111 
iillllllllill 
QC 


Quality Control 


QC5- Inspect part completeness 
to step on W/O 
0.00 j 


Memo 
0.00 


270 


1111111111111111111111111 
Packaging 


Packaging 


IdentifY as per dwg & Stock 
Location:_ 


Memo 


0.00 J 


0.00 


Work Order ID 37613 


June 26,2009 
10:28:52 AM 


Item 10: 
03391-013 


Revision 10: 
H 


Item Name: 
Mid Tube Assembly 


Start 
Date: 
15/07/2009 
Start Qty: 
1.00 


Required 
Date: 03/08/2009 
Req'd Qty: 
1.00 


Reference: 


1111/1111111111 


I11111111111111 


11111111111111111111111111111111111 


Accept 
111111111111111111111111111111111111111111111111111111111111 


Cust Item 10: 


Customer: 


Page 7 . 


Setup 
Start 
1111111111111111111111111 


Stop 
1111111111111111111111111 


Approvals: 
Process 
Plan: 


QC: 


Date: 


Date: 


Tooling: 


SPC (YIN): 


Date: 


Date: 


Run 
Start 
1111111111111111111111111 


Stop 
1111111111111111111111111 


Sequence 
101 
Work Center 
ID 


280 


1111111111111111111111111 
QC 


Quality Control 


Operation 
Description 


QC21- Final Inspection 
- Work Order Release 


Memo 


Set Upl 
Run Hours 


0.00 


0.00 


- 
. 
Draw 
Draw 
Plan 
Accept 
Reject 
Reject 
Insp. 
Number 
Rev. 
Code 
Qty 
Qty 
Number 
Stamp 
...k lozhg<~ 


<..1tt1J: 


{O -~-J7 


. . 


I 
Pieklist Print 
Page 
I 
June 26,2009 
JO:28:50 AM 
- 


WorkOrderlD: 
37613 
11111111111111111111111111111111111 


Parent 
Item: 
D3391-013RevH 
111111111111111111111111111111111111111111111111111111111111111111111111111 
Parent 
Item Name: 
Mid Tube Assembly 
Start 
Date: 
15/07/2009 
Required 
Date: 03/08/2009 


Comments: 
Start 
Qty: 
1.00 
Required 
Qty: 1.00 


Component 
Item IDI 
Replacement 
Mfg/ 
Bin 
Primary 
Last 
Route 
Unit of 
Qty on 
Remaining 
Qty 
Date 
Status 
Item Name 
Item ID 
Purch 
Item 
Location 
Location 
Seq ID 
Measure 
Hand 
Qty To Pick 
Issued 
Issued 


~2500-1-1 
OORevU/R 
Manufactured 
No 
100 
Each 
0.0000 
1.0000 


11111111111111111111111111111111111111111111111111111111111111111111111111111111111111111111111 
111111I111 
Skidtube Extrusion 
/ 
MS27039C4-08 
Purchased 
No 
100 
Each 
0.0000 
4.0000 


1111111111111111111111111111111111111111111111111111111111111111111111 
1111111111 


)CREW 
D3391-011RevH 
Manufactured 
No 
140 
Each 
0.0000 
1.0000 


111111111111111111111111111111111111111111111111111111111111111111111111111 
1111111111 
JWd Tube Assembly 
D3389-IRevD 
Manufactured 
No 
210 
Each 
0.0000 
1.0000 


11111111111111111111111111111111111111111111111111111111111111111 
1111111111 
Web 
ALS4-1032-225 
Purchased 
No 
230 
Each 
0.0000 
10.0000 


1111\111111111 
11111 III IIIIIIIII! 1111111111111111111111111111111111111111111 
1111111111 


):sert 
ALS4-428-165 
Purchased 
No 
230 
Each 
0.0000 
4.0000 


1111111111111111111111111111111111111111111111111111111111111111111111 
\111111111 
Inserts 
. D3591-IRevB 
. 
Manufactured 
No 
230 
Each 
0.0000 
2.0000 


11111111111111111111111111111111111111111111111111111111111111111 
1111111111 


0UShing 
ALS4-1032-130 
Purchased 
No 
250 
Each 
0.0000 
26.0000 


111111111111111111111111111111111111111111111111111111111111111111111111111 
1111111111 
Insert 
AN3C4A 
Purchased 
No 
250 
Each 
0.0000 
10.0000 


1111111111111111111111111111111111111111 
1111111111 
BOLT 


June 26,2009 
10:28:50 AM 
Shop Packet Print 
Page 2 


--------------------------------- 


Dart Aerospace Ltd. 


" 


Each 
1 
Um: 


\ 


~ 


: 3/31/2008 
Qty: 


: MID TUBE ASSEMBLY 


: 03391013 
: 03391 REV G 


: NIA 
:G 


JLM 


Drawing Name 


Part Number 
Drawing Number 


Project 
Number 
Drawing Revision 
Material 
Due Date 


Process Sheet 


: LANDING GEAR 


S.O. No. 


Type 


New Issue EC 


Dwgrev.D 
EC 


Est Rev:06-03-28 
Update ManufacturingInstructions 


est rev 0 07.03.14 
dwg Rev F 
EC 


Est Rev:E 
ECN 1056 
07-11-13 
DO 
verified by: EC 


: 2/26/2008 


: NC 
: 
I I 
: 37540 


: CU-DAR001 Dart HelicoptersServices 
: 37613 
: 11446 


Additional Product 


Written By 


Checked & Approved By 


Comment 


Date: 
(. 
Tuesday, 
2'26120088:00:14 
AM 


User: 
Kim'Johnston, 
I 
. 
-/. 
Customer 
Job Number 


Estimate Number 


P.O. Number 
This Issue 
Prsht Rev. 
First Issue 


Previous Run 


Job Number: 


Seq. #: 


1.0 


11111111111111111111111111111111111 


Machine Or Operation: 


025001100 
" " 


11111111111 
111111 11111111 


Description: 


Skidtube Extrusion 


111111111111111 


I 


~ 


~{jrm' 
rnmr.pc:::c:: 
~ 
-.-i~~ 


1111111111111111111111111 
~ 


111111111111111 


Fwd Tube Assembly 


1.0000 Each(s) 
'. 
j"':':. 


6- Locate electric step holes 41.5000" from fwd end and drill using OT 8393 


3-0pen float bag holes as per Owg 03391 


5-0pen remaining holes as per dwg 03391 


4-C'sink float bag holes as per Owg 03391 


2-0rill pilot holes including "B" holes using OT8796 as per Owg 03391 


Comment: LANDING GEAR RESOURCE 1 


1-Cut tube to finish length as per Owg 03391 


Comment: Qty.: 
1.qOOO Each(s)/Uni! 
Total: 


SKIOTUBE EXTRUSION 
Pick: 
I ~ . 


Qty :' 
Part Number 
Description 


1 
I 
02500-1-100 
Extrusion 


D3391~I~IIIIIIIIIIIIIIIIIIIIII 


Comment: Qtl: 
'1.0000 
Each(s)/Unit 
Total: 
1.0000 Each(s) 


F~ 
Tu~e Assembly 


Batch:~k\i50 
l 
~,,\:1.) 


LANDING GEAR 1 
LANDING GEAR RESOURCE 
1 


1111111111111111111111111 


2.0 


InA 
1 


1 


\ 


I 
I 


\I, 


, 


\ 


, 


\,, 


r 
Dart Aerospace Ltd 


W/O: 
WORK ORDER CHANGES 


DATE 
STEP 
. , 
PROCEDURE 
CHANGE 
By 
Date 
Qty 
Approval 
Chief Eng I 
Prod M r 
Approval 
QC Inspector 


Date: 


Date: 


NCR~ 
No 
DQA: 


QA: N/C Closed: 


Fault Category: 


~cv"(,.z 
WORK ORDER NON-CONFORMANCE 
(NCR) 


PAR#: 
_ 


NCR:6q~l~ 


Approval 
QC Inspector 
Approval 
Chief Eng 


Corrective 
Action 
Section B 
Action 
Description 
Chief Eng 
(;\l\ 
\OL>~ ~o~ 


Description 
of NC 
Section A 


e\e V,- '0¥ h~~ v~_ 
~ -\~J 
~ ~ 
~'1>J'--1 


g:DQ.:" 


STEP 
DATE 


NOTE:.Date 
& initial all entries 
t" .,. 
.- 


Date: 


User: 


I uesday, ili61iUUB 
B:UU:10 AM 


Kim Johnston. 
Process Sheet 
" 
C~stomer: 
CU-DJ\R001 Dart Helicopters Services 
Drawing Name: MID TUBE ASSEMBLY 


Job Number: 
37613 
Part Number: 03391013 


7- Open elecrtic step holes 0.332"per dwg 03391 (section L-L) 


.JobNumber: 


Seq. #: 


I1111111111111111111111111111111111 


Machine Or Operation: 
Description: 


8- Open elecrtic step holes 0.250"per dwg 03391 (section M-M) 


9- Open elecrtic step holes 0.250" per dwg 03391 (section LL-LL) 


13-0rill #30 pilot holes using wearplate Jig OT82171dentify 00.208" holes with'paint 
marker 


1111111111111111111111111 


1111111111111111111111111 


17- insert 03391-011 
and clico in place with wearplate holes, transfer drill saddle holes as per dwg 03391. 


18- C'sink holes for crossbolt spacers. 


\ 
19-0eburr and blowout 
all chips from inside tube 


QC5 
INSPECT WORK TO CURRENT STEP 
4.0 


14-0pen wearplate holes of 03391-013 
assembly detail section G-G to 00.250" 
(14 holes) as per Owg 


03391 


11-Remove indexing ridge on Fwd & Aft end of skidtube as per Owg 03391 


10-Remove .030" from Fwd indexing Ridge as per Owg 03391 


12-0eburr 


16-0pen 
.375" holes to .438" 


15-0pen wearplate holes of 03391-013 
assembly detail section H-H to 00.257" 


as per Owg 03391 


Comme t: INSPECT WORK TO CURRENT 
STEP. 


5.0 
HAND FINISHING1 
HAND FINISHING RESOURCE #1 


/111111 
1111 /11111 11111111 


j 


J 
\ 
l 


Comment: HAND FINISHING 
RESOURCE 
#1 


Chemical Conversion Coat as per OSI 005 4.1 


Touch-up alodine in 03391-011 


60 
QC3 


11111111111 
111111 1111111/ 


Comment: INSPECT POWDER COAT/CHEMICAL 
CONVERSION 


P;:WP. 
/ 
I=nrm. rnrn~p~~ 


Dart Aerospace ltd 


W/O: 
~ 
WORK ORDER CHANGES 
. 
Approval 
DATE 
STEP 
PROCEDURE 
CHANGE 
By 
Date 
Qty 
Chief Eng / 
Approval 


Prod Mgr 
QC Inspector 


- 
( 


Part No: 
PAR #: 
_ 
Fault Category: 
_ 
NCR: Yes 
No 
DQA: __ 
Date: 
_ 


QA: N/C Closed: __ 
Date: 
_ 


NCR: 
WORK ORDER NON-CONFORMANCE 
(NCR) 


Description of NC 
Corrective Action 
Section B 
Verification 
Approval 
Approval 
DATE 
STEP 
Sign & 
Section A 
Initial 
Action Description 
Section C 
Chief Eng 
QC Inspector 
Chief Eng 
Chief Eng 
Date 


J, 


. 


, . 
NOTE: Date & initial all entries 


H:\fFORMS\Quality 
Assurance\approved 
QA\NCRWO 
RevD 
t 
IIIIIIiII 
••••• 
__ 
--.J.. 
--'••~. 


Date: 
Iuesday, £/£0/£0088:00:10 AM 
User: 
. Kim Johnston 
Process Sheet 
, 


Customer: 
CU-DAR001 Dart Helicopters Services 
Drawing Name: MID TUBE ASSEMBLY 


Comment: Qty.: 
1.0000 Each(s)/Unit 
Total: 
1.0000 Each(s) 


WEB 


Pick: 


Qty 
Part Number 
Description 
Batch 


1 
03389-1 
Web 
qof:P1f 


AIR 
Sikaflex-241/-291 
If:>-zw1l 
~ 
12 
, 
Sikaflex 
expire date: 
~/I- 
f 


Start: t;J~-lJrime: 
2." 


Finish: 
Time: 'is:10 t1y'-1 


8.0 
LANDING GEAR 1 
LANDING GEAR RESOURCE 
1 


1111111111111111111111111 


. 


~, 
JObJ~~:~b" 
3761311111111111111111111111111111111111 


Seq. #: 
Machine Or Operation: 


7.0 
033891 


I1111I1111111111111111111 


Part Number: 03391013 


Description: 


Web 


/111111111111111111111111 


Comment: LANDING GEAR RESOURCE 
1 


Bond web in place as per Dwg 03391 & QSI 015. 
/'-L V-,.-L? 
""2.... 
•••••• Ensure Web Aligment •••••• 
V 
D 
r '-- J 


9.0 
QC5 
INSPECT WORK TO CURRENT STEP 


11111/1111111111111111111 
1111111111111111111111111 


~()rm' rnrnr.p~c:. 


Comment: INSPECT WORK TO CURRENT STEP 


Inspect each insert using DT8821 


10.0 
LANDING GEAR 1 


1111111I1111111111111111111111 


Comment: LANDING GEAR RESOURCE 
1 


Weld crossbolt spacer as per dwg 03391 & QSI 004 


11.0 
. 
()'CI~ 
VISUAL WELDING 
INSPECTION 


~~~r 
~ ~(J 
111111111111111111111111111111 


Comment: VISUAL WELDING INSPECTION 


120 
QC5 
11I111111111111111111111111111 
/ 


Com 
ent: INSPECT WORK TO CURRENT STEP 


130 
POWDER COATING 
POWDER COATING 


111111111111111111111111111111 


Comment: POWDER COATING 


Powder Coat White Gloss (Ref: 4.3.5.1) as per QSI 005 4.3 


Use paint screws to mask inserts. 


J 


Dart Aerospace 
ltd 


W/O: 3:Co /7:, 
WORK ORDER CHANGES 


DATE 
STEP 
PROCEDURE 
CHANGE 
By 
Date 
Qty 
Approval 
Approval 
Chief Eng I 
Prod Mar 
QC Inspector 


PAR#: 
_ 
Part No: J) 339/- 
() (3 


NCR: 


NCt9 No 
DQA: __ 


QA: NIC Closed: __ 


WORK ORDER NON-CONFORMANCE 
(NCR) 


Date: 
_ 


Date: 
_ 


Approval 
QC Inspector 
Approval 
Chief Eng 
Verification 
Section C 
Description 
of NC 
Section A 


o'2~O ~D!b 
{)ec..h:"- 
t..L 


~ 
~\,\LtP 
c...\ 
{)'7:>1S" 


~~\~ 


STEP 
DATE 


NOTE: Date & initial all entries 


H:\fFORMS\Quality 
Assurance\approved 
QA\NCRWO 
RevD 
if. 


Part Number: D3391013 


Drawing Name:MID TUBEASSEMBLY 
Process Sheet 


Customer: 
CU-DAR001 Dart HelicoptersServices 


Job Number: 
37613 


Job Number: 
11111111111111111111111111111111111 


Seq. #: 
Machine Or Operation: 


140 
QC3 


1I11I1111111111111111111111111 


Com 
nt: INSPECT POWDER COAT/CHEMICA~ 
CONVERSION 


15.0 
ALS41032130 
Insert 


111111111111111111111111111111 


r-- - 
.- 
--_._- 
._...- 
.__ ._-- 
_.- 


Date: 
I uesday. 2/26/LUUB B:UU:1b AM 
User: 
. Kim Johnston 


Comment: Oty.: 
24.0000 Each(s)/Unit 
Total: 
24.0000 Each(s) 


INSERT 


batch: Ih /()~J1 . 


or equivalent 


per OSI 017 


16.0 
ALS4428165 
Inserts 


111111111111111111111111111111 
111111111111111 


Comment: Oty.: 
4.0000 Each(s)/Unit 
Total: 
4.0000 Each(s) 


Inserts 
h 
batch: M 
9. 


17.0 
. 
036721 
PHENOLIC WASHER 


. 
1111111111111111111Ij/lllI1111~~, 


Comment: Oty.:' 
4.0000 Each(s)/Unit )Total 
: 
4.0000 Each(s) 


/PHENOL 
WA 
ER 
' 
batch: 
3 
' 


180 
\:23lllllllllllllllllllllmlllm/ 
.' 
PHE~OLlC WASHER 


Comment: Oty.: 
4.0000 Each(s)/Unit 
Total: 
4.0000 Each(s) 


PHENOL~ 
WA~~~~ 
batch: Q3/J 7 


19.0 
AN960C10L 
washer 


111111111111111111111111111111 


II1111111111111 


111111111111111 
k 


II11I1111111111 


Comment: Oty.: 
4.0000 Each(s)/Unit 
Total: 
4.0000 Each(s) 


WASHER 


batch: /V\/()U7;Z 
\ 


200 
AN960C416L 
WASHER 


1111/1111111111111111111111111 
". 
- 
- 
~ 


Comment: Oty/ 
4.0000 Each(s)/Unit 
Total ~ 
4.0000 Each(s) 


WA'SHER 
) 
batch; 
/'J'\ 10 IUJ0 


'''', 
/ 
'-... 
./ 


/11111111111111 


PROP. 
4 
__ 
J 


Dart Aerospace 
Ltd 


W/O: 
WORK ORDER CHANGES 


PROCEDURE 
CHANGE 
By 
Date 
Qty 
Approval 
Approval 
DATE 
STEP 
Chief Eng I 
Prod Mgr 
QC Inspector 


, 


• 


Part No: 
PAR #: 
_ 
Fault Category: 
_ 
NCR: Yes 
No 
DQA: 


QA: NIC Closed: 


Date: 
_ 


Date: ---- 


NCR: 
WORK ORDER NON-CONFORMANCE 
(NCR) 


Description 
of NC 
Corrective Action 
Section B 
Verification 
Approval 
Approval 
DATE 
STEP 
Sign & 
Section A 
Initial 
Action Description 
Section C 
Chief Eng 
QC Inspector 
Chief Eng 
Chief Eng 
Date 


- 


NOTE: Date & initial all entries 


H:\fFORMS\Quality 
Assurance\approved 
QA\NCRWO 
RevD 


Date: 
Iuesday. 2/26(2001313:00:15AM 
Usel': 
. Kim Johnston 
.. 
Customer: 
CU-GAR001 Dart HelicoptersServices 
Process Sheet 


Drawing Name:MID TUBE ASSEMBLY 


Job Number: 
37613 
Part Number: 03391013 


Job Number: 
11111111111111111111111111111111111 


Seq. #: 
achine Or Operation: 
Description: 


21.0 
MS27039C109 
SCREW 


IIIIIIIIIIIIIIIIIIIIII.IIII~III 
' 
I11111111111111 


Comment: Qty.: 
4.0000 Each(s)/Unit 
Total: 
4.0000 Each(s) 


SCREW 


qatch: 
In /7 '13/ 


220 
MS 
iilllllnlmm::-" 
SCREW. 
111111111111111 


Comment: Qty.:/4.0000 
Each(s)iUnit 
Total: 
4.0000 Each(s) 


~~~~wM)71)31 
. 


220 
HAND1iiInl~~I~IIOOII~I/ 
HAND FINISHING RESOORCE #1 


Comment: HAND FINISHING RESOURCE #1 


Assemble as per dwg 03391 


24.0. 
QC5 
INSPECT WORK TO CURRENT STEP 


111111111111111111111111111111 


Comm 
t: INSPECT WORK TO CURRENT STEP 


25.0 
PACKAGING 1 


1I1111111111111111111111111111 


Comment: PACKAGING RESOURCE #1 


Identify and Stock 


Location:_ 


26.0 
QC21 
FINAL INSPECTIONIWIO 
RELEASE 


111111111111111111111111111111 
II11I1111111111111111111111111 


Comment: FINAL INSPECTIONIW/O 
RELEASE 


Job Completion 
1111111111111111111111111111111111 
11111111111 


PROf'! 
.Ii 
i=nrm' rnr,,"p.. 
• 
-- 
- 
- 
----~- 


Dart Aerospace ltd 


W/O: 
WORK ORDER CHANGES 


PROCEDURE 
CHANGE 
By 
Date 
Qty 
Approval 
Approval 
DATE 
STEP 
Chief Eng I 
Prod Mar 
QC Inspector 


Part No: 
PAR #: 
_ 
Fault Category: 
_ 
NCR: Yes 
No 
DQA: __ 


QA: NIC Closed: __ 


Date: 
_ 


Date: 
_ 


NCR: 
WORK ORDER NON-CONFORMANCE 
(NCR) 


Description 
of NC 
Corrective Action 
Section 
B 
Verification 
Approval 
Approval 
DATE 
STEP 
Section 
A 
Initial 
Action Description 
Sign & 
Section 
C 
Chief Eng 
QC Inspector 
Chief Eng 
Chief Eng 
Date 


r\ 
l--o- 
." 
. -} 
0.1"\'11".' 
- 


- 


NOTE: Date & initial all entries 


H:\fFORMS\Quality 
Assurance\approved 
QA\NCRWO 
RevD 


I' 
I 


8 
6 
5 
4 
3 


D 
D 


C 


03391-015 
AFT TUBE ASSEMBLY 


AN3C7A 
BOLT (1) 
AN960C10L 
WASHER 
(1) 
(8 PLACES) 


MS27039C4-12 
SCREW 
(1) 
D3672-3 
WASHER 
(1) 
SEAL 
WITH 
SIKAFLEX-241/-291 


AN960C416L 
WASHER 
(1)r 
PRIOR 
TO INSTALU,TION 
OF 
(4 PLACES) 
WEARSHOES 
D3391-013 
MID TUBE ASSEMBLY 
TRANSFER 
DRILL 
THRU 
D3391-011 
OPEN 
TO 


+0.005 
00.438-0.000 


03391-041 
ASSEMBLY 


SEAL 
WITH 
SIKAFLEX-241/-291 
PRIOR 
TO INSTALLATION 
OF 
WEARS HOES 


• 
• 
• 
• 
D3553-3 


~GASKET 


D3566-13 
GASKET 
(REF) 


~)~~~~~~ 
~~~~~~ 
~ 
D3564-13 
~ 
" 
~, 
D3537-7 


~ 
~~1~ 
_~ 
(REF) 
-==~=~==~=~=~ 
GASKET 
03553-1 
(REF) 


D3564-3 
GASKET 
AN3C4A 
BOLT (1) 
WEARS HOE 
(REF) 


AN960C10L 
WASHER 
(1) 
D3564-1 
D3537-1 


(4 PLACES) 
WEARSHOE 
AN3C6A 
BOLT (1) 
WEARPAD 
AN3C6A 
BOLT (1) 
D3564-5 
AN3C4A 
BOLT (1) 
AN960C10L 
WASHER 
(1) 
(REF) 
AN960C10L 
WASHER 
(1) 
WEARSHOE 
AN960C10L 
WASHER 
(1) 
(4 PLACES) 
(2 PLACES) 
(20 PLACES) 


D3391-011 
FWD TUBE ASSEMBLY 


C 


A 


B 


07.07.31 


07.01.18 


REV.G 
SHEET 1 OF 8 


SCALE 


NTS 


PH 


DC 


DRAWING NO. 
03391 


TITLE 
412 FLOAT SKIDTUBE 


PH 
06.04.25 


PH 
06.01.23 


PH 
05.09.27 


PH 
05.06.10 


PH 
05.02.07 


DESCRIPTION 
BY 
DATE 
DART AEROSPACE 
USA, INC 
PORT HADLOCK, WA 


REPLACE NAS INSERTS WI AELS INSERTS 
SWITCH TO D3670-XXXX SPACERS FOR INSTALLING 
FLOAT BAGS. DWG REORGANIZED FOR CLARITY 


ADD SS WEARSHOE, GASKET 
REMOVE FW.) SADDLE HOLE -lJ11/-lJ21 


CHANGE TOI "RANCE. EASE MANUFACTURE 


UPDATE TOL"RANCE, CHANGE HOLE SIZE 


LENGTHEN AFT EXTENSION 


DRAWING UF'DATES 


NEW ISSUE 


G 


E 


D 


C 


B 


A 


REV. 


DESIGN 


DRAWN 


CHECKED 


MFG. APPR. 


APPROVED 


DE APPR. 


DATE 
07.07.31 


4 
5 
6 


FINISH: 


GENERAL 
NOTES 


1) 


/ 
(J 
'(-,10 
'/ 
--0 
.-\..-<. 


CHEMICAL 
CONVERSION 
COAT 
PER DART OSI 0054.1 
POWDER 
COAT 
WHITE 
(4.3.5.1) 
PER DART OSI 0054.3 
2) 
SPRAY 
INSIDE 
OF TUBE WITH A COAT 
OF LPS LABORATORIES 
"LPS-3" 
AFTER 
FINISH 
C 
AND AFTER 
INSTALLATION 
OF INSERTS. 
COAT ALL EXPOSED 
FASTENERS 
WITH 
!2 7'.. 
LPS LABORATORIES 
"LPS PROCYON" 
AFTER 
FINAL ASSEMBLY, 
CLEAN 
EXCESS 
iJ 
(") 
OFF POWDER 
COATING 
WITH 
MEK DEGREASER. 
•.•• 
,:;l 0 
,,'I) 
T9~ERANCES: 
PER DART OSI 018 UNLESS 
OTHERWISE 
NOTED 
..•-, 
Z 
A)?O 
u1'ltrs: INCHES 
UNLESS 
OTHERWISE 
NOTED 
-l, :;:\ C~.l ~ 
U'@ 
DART 
DRILL 
TEMPLATE 
DT8217 
TO LOCATE AND DRILL 00.297 
SIZE HOLES 
'3 ~ 
/ 
:0FOR WEARSHOE 
INSERTS. 
C'BORE 
AS NOTED 
AND INSTALL 
INSERTS 
EXCEPT 


" 
;:'~~. 
'/~1E,RE 
INDICATED. 
C 
'/: r 
?J 
.-\ 
-=6 
C?/;4rr1'J.O"-<' 
.J 
0 ./ ,....,0 
,,",",,-,..-- .., 
. 
'-" 


FLOAT 
SKIDTUBE 
ASSEMBLY 


DESCRIPTION 


o 


8 


D3391..()11 


D3391..{)13 


D3391'()15 


QTY 
PART 
NUMBER 
""X 
D3J9HI-il 


03391-041 
FLOAT 
SKIOTUBE 
ASSEMBLY 
PARTS 
LIST 


B 


A 


8 
7 
6 


o 
o 


C 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION 
OF 
WEARS HOES 
D3391-023 
MID TUBE ASSEMBLY 
TRANSFER 
DRILL THRU 
03391-021 
OPEN TO 
+0.005 
00.438-<l.OOO 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION 
OF 
WEARSHOES 


03553-3 
___ 
.~GASKET 


03566-13 
GASKET 
• 
• 
~ 
(REF) 


~3~~ 
r~~'~~' ~~ 
~ 
WEARSHOE 
~~=~~=~=~=~=======~ 
""'-03566-1 
~ 
03537-7 
(REF) 
------------- 
GASKET 
~ 
03553-1 
WEARPAD 
GASKET 
(REF) 


AN3C4A 
BOLT (1) 
03564-3 
(REF) 


AN960C10L 
WASHER (1) 
03564-1 
WEARS HOE 
03537-1 


(4 PLACES) 
WEARSHOE 
AN3C6A 
BOLT (1) 
WEARPAD 
AN3C6A 
BOLT (1) 
03564-5 
AN960C10L 
WASHER (1) 
(REF) 
AN960C10L 
WASHER 
(1) 
AN3C4A 
BOLT (1) 
(2 PLACES) 
WEARSHOE 
AN960C10L 
WASHER (1) 
(4 PLACES) 
AN3C7A 
BOLT (1) 
(20 PLACES) 
AN960C10L 
WASHER 
(1) 


(8 PLACES) 


C 


B 
o 


03391-ll43 
ASSEMBLY 


B 


03391.043 
FLOAT SKIOTUBE 
ASSEMBLY 
PARTS 
LIST 
GENERAL 
NOTES 


A 


REV. G 
SHEET2 OF 8 


SCALE 


NTS 


DART AEROSPACE 
USA, INC 
PORT HADLOCK, WA 


DRAWING NO. 


D3391 


TITLE 


412 
FLOAT 
SKIDTUBE 


DESIGN 


DRAWN 


CHECKED 


MFG. APPR. 


APPROVED 


DE APPR. 


DATE 
07.07.31 


4 
5 
6 


1) 
FINISH: 
CHEMICAL 
CONVERSION 
COAT PER DART aSI 005 4.1 
POWDER 
COAT WHITE (4.3.5.1) PER DART aSI 0054.3 
2) 
SPRAY 
INSIDE OF TUBE WITH A COAT OF LPS LABORATORIES 
"LPS-3" AFTER FINISH 
AND AFTER 
INSTALLATION 
OF INSERTS. COAT ALL EXPOSED 
FASTENERS 
WITH 
LPS LABORATORIES 
"LPS PROCYON" 
AFTER FINAL ASSEMBLY, 
CLEAN EXCESS 
OFF POWDER 
COATING 
WITH MEK DEGREASER. 
3) 
TOLERANCES: 
PER DART aSI 018 UNLESS OTHERWISE 
NOTED 
4) 
UNITS: INCHES 
UNLESS 
OTHERWISE 
NOTED 
5) 
USE DART DRilL 
TEMPLATE 
DT8217 TO LOCATE AND DRILL 00.297 
SIZE HOLES 
FOR WEARSHOE 
INSERTS. 
C'BORE AS NOTED AND INSTALL 
INSERTS 
EXCEPT 
WHERE 
INDICATED. 


. DESCRIPTION 
QTY 
PART 
NUMBER 
-<14, 


X 
Dl391.()43 


03391-021 
03391-023 
D339.!:Q.~L 
__ 


8 


1 
1, 
-2-- 
____1..= 
-~-- 


12, 


44 
A 


8 
7 
6 
5 
4 
3 
2 


D 


13.0 
DISTANCE 
TO 
TANGENT 
POINT 


R30.0f2.0 


& 
-___ 
3.7 


13" (REF) 
- 
--------- 
J (REF) 
& -J--~ 


33.2 
(REF) 


~ 
& 6.8fO.25 


RO.063 
C 
B 
A 


46.49 


30.1 
OIST TO CENTER 
OF BEND --j 


(REF) 
I 


I. 


o 


C 


03391-1 
CUTTING 
DETAil 
(MAKE 
FROM 
06013-047 
SKIOTUBE 
MATERIAL) 
03391-011/-021 
BENDING 
DETAil 
(MAKE 
FROM 
03391-1) 
C 


03.750 
6- 


REF) 


03.460 
(REF) 


Rill. 


031 


/\ 


03.750 
~ 


(REF) 


3.5901g,2Ji 


03.460 
(REF) 
-II- 0.6871~ 


B 
SEcnONA-A 
(SCALE 
1:5) 
SECTION 
B.B 
(SCALE 
1:5) 
SECTION 
C-C 
(SCALE 
1:5) 
B 


0.500 
l- 4.250 -l 
1""1t 
1 1"'1 
1 
.,.'"=~I;c;.,'" 


4.250 
_ I 
I 
(REF)~ 
r- 
DART AEROSPACE 
USA, INC 
PORT HADLOCK, WA 
A 


REV.G 
SHEET 3 OF B 


SCALE 


1:10 


DRAWING NO. 


D3391 


TITLE 


412 
FLOAT 
SKIDTUBE 


DESIGN 


DRAWN 


CHECKED 


MFG. APPR. 


APPROVED 


DE APPR. 


DATE 
07.07.31 


3 
4 


VIEWZ-Z 
(SCAi:E1:5) 


5 
6 


A 


D 


C 
~ 


INSTALL 
AELS.1032.130 
THIS 
LOCATION 
ONLY 
AFTER 
FINISH 
(2 PLACES) 


DRILL 
00.297 
C'BORE 
00.430 
X 0.040 


THIS 
LOCATION 
ONLY 
(2 PLACES) 


03391-021 
DRILLING 
DETAIL 


1\ DRILL 
00.297 
~ 
(10 PLACES) 


D3566.13 
GASKET 
~ 
-::-- 


03564.13 
~) 


WEARS 
HOE 
~AN3C4ABOLT(1) 
• 
• 
AN960C10L 
WASHER 
(1) 
(6 PLACES) 


DRILL 
#4 (00.209) 
(4 PLACES) 


DETAIL 
D 


INSTALL 
D3670.4200 
SPACER 
SEAL 
WITH 
MAGNOBOND 
6398 
GRIND 
FLUSH 
PRIOR 
TO PAINTING 
(4 PLACES) 


~ 
DRILL 
THRU 
21/64" 
(00.328) 
(4 PLACES) 
C'SINK 
00.438 
x 45' 
(BOTH 
SIDES) 


5 


~ 
INSTALL 
AELS.1 
032. 130 
THIS 
LOCATION 
ONLY 
AFTER 
FINISH 
(2 PLACES) 


DRILL 
00.297 


C'BORE 
00.430 
X 0.040 
THIS 
LOCATION 
ONLY 
(2 PLACES) 


6 


~ 
INSTALL 
AELS.l032.225 
AFTER 
FINISH 
(10 PLACES) 


03391-011 
DRILLING 
DETAIL 


7 


D3566.13GASKET~ 
~.' 
• 


D3564.13 
~ 


WEARSHOE 
~AN3C4ABOLT(1) 
• 
AN960C10L 
WASHER 
(1) 
• 
(6 PLACES) 


8 


~ 
INSTALL 
D3670-4200 
SPACER 
SEAL 
WITH 
MAGNOBOND 
6398 
GRIND 
FLUSH 
PRIOR 
TO PAINTING 
(9 PLACES) 


DETAIL 
0 


4.000 


2.000 


2.79 


DRILL 
#4 (00.209) 
(4 PLACES) 


~ 
0.500 


DRILL 
THRU 
21/64" 
(00.328) 
(9 PLACES) 
C'SINK 
00.438 
x 45' 
(BOTH 
SIDES) 


D 


C 


B 


A 


REV.G 
SHEET4 OF 8 


SCALE 


1:10 


DART AEROSPACE 
USA, INC 
PORT HADLOCK, WA 


DRAWING NO. 
D3391 


TITLE 


412 
FLOAT 
SKIDTUBE 


DESIGN 


DRAWN 


CHECKED 


MFG. APPR. 


APPROVED 


OE APPR. 


DATE 
07.07.31 


03391-021 
ASSEMBLY 
DETAIL 


~ 


AN3C4A 
BOLT 
(1) 
D3672.1 
WASHER 
(1) 
AN960C10L 
WASHER 
(1) 
(4 PLACES) 


DETAILD 
(SCALE 
1:5) 


SEAL 
WITH 
SIKAFLEX.2411.291 


D3401.041 
TOW 
CAP 


/6 -, 
:-i 
....., 
'-o.J 
5 
n v 


"t 
./ n 
(r1 9 0 
--0 
.; 
~ 
...c. 


03391-011 
ASSEMBLY 
DETAIL 


06013-047 
FWOTUBE 
03401-041 
TOW CAP 
C 
03564.13 
WEARSHOE 
'.(!. 
-z. 
03566-13 
GASKET 
,.. (J 
03670.4200 
SPACER 
L. 
.... 
.') 
~ ~~ 
03672-1 
WASHER 
....- 
.- 
..., 
./ 
-~ 
AN3C4A 
BOLT 
;:!. ~ 
AN960C10L 
WASHER 
'-' 
AELS.l032.130 
INSERT 
....• ;> 
;:;::. 


AELS-l032.225 
INSERT 
<~ ~ 
. , 


03391-011/-021 
FWD TUBE 
ASSEMBLY 
PARTS 
LIST 


QTY. 
QTY • 
PART NUMBER 
DESCRIPTION 
011 
021 
X 
03391.011 
FWO TUBE ASSEMBLY 
D3391-021 
FWO TUBE ASSEMBLY 


B 


X 


1 
1 
1 
1 
1 
1 
A 
1 
1 
9 
4 
4 
4 


10 
10 
10 
10 
2 
2 
10 
10 


8 


-t-.. 


-... 


-. 


.• 


8 
7 
.~ 
5 
4 
-. 


G 


REFER TO L_---! 
OETAILJ----; 


0.50 


o 


C 


Y~ 


DISTANCE 
TO 
END OF WEB 
4.19 
(REF) 


~.----- 


O.70~~1~ 


-7.000 


5.250 


1.750 
y' 


00.438 
(TYP) 


DETAIL K 
(SCALm) 


00.438 
(8 PLACES) 


REFER TO 
G 
/"OETAILK 


I 
t=:J- 


D3391-l113 ASSEMBLY 
DETAIL 


99.50 


0 
0 0 
0 a 
0 
0 
0 
0 
0 
0 
0 
0 
0 
0 0 
0 ~ 0 
0 
0 
~ 0 
0 "' 
0 
'" "' '" 
'" 
'" 
'" 
'" 
"' 
0 
"- 
0 
~ N .j 
.j 
<D 
<Xi 
.,; 
N 
R ~ 
<Xi 
oi 
.,; 
M 
M 
M 
"' 
<0 
OJ 
OJ 


G 


00.188 
(TYP) 


& 
DRILL THRU 21/64" (00.328) 
C'SINK 00.438 
X 450 (BOTH SIDES) 
(12 PLACES) 


x 


x 


7.000 


5.250 


1.750 


Y 


~0.70'g:'6' 


DISTANCE 
TO 
FWD END OF 
D3389-1 
WEB 


/\ 
4.94 
L.£). 
Y 


D 


C 


B 


A 


REV,G 
SHEET50F 
8 


SCALE 


1:20 


L18° 
(TYP) 


SECTION Y-Y 
(SCALE 1:4). 


SECTION LL-LL 
(SCALE 1:4) 


DART-AEROSPACE 
USA, INC 
PORT HADLOCK, WA 


2 


DRAWING NO. 
D3391 


TITLE 
412 FLOAT SKIDTUBE 


\ 


. -j 
DRIt..Y00.25O' 


(TYP 4 PD.CE1- 
\ { 
.~ 


DRILL 00.297 
INSTALL AELS-l032-130 
INSERT 
MS27039Cl-09 
SCREW 
03672-1 WASHER 
AN960Cl0L 
WASHER 
AFTER FINISH 
(TYP 4 PLACES) 


DESIGN 


DRAWN 


CHECKED 


MFG. APPR. 


APPROVED 


DE APPR. 


DATE 
07.07.31 


SECTION M.M 
(SCALE 1:4) 


D 


4 


REMOVE 
0.030 
• FROM TOP AND BODOM 
TO 3.610 


SECTION X.X 
(SCALE 1:4) 


SECTION L.L 
(SCALE 1:4) 


5 


\ 


.Qill!!!Ig 
(SCALE 1:8) 


WELD INTO PLACE 


& GRIND FLUSH 
(BOTH ENDS) 


26.00 


DRILL 00.297 
INSTALL AELS-l032-130 
INSERT 
AFTER FINISH 
(TYP) 


(12 PLACES) 


6 


c 
~Z 
cSn 
<'. 
';:::1 
Q 
:::~l'/ .t ~ 
::r: 
'-'~;;z.'~~ 
'F:.:)-~?-jn 
-" 
Y;r.; 
/ 
;S 
?, G ,~ :; 
:J ~ 
/\G 


.]1 
~,~ 
~ 
;, r- 
';- 
r-, 
DRILL 00.391 
rr. 
'r< INSTALL ALS4-428-165 
INSERT 
-' 
.;; 
MS27039C4-08 
SCREW 
..•.• 
~ 
03672-3 WASHER 
AN960C416L 
WASHER 
AFTER FINISH 
(TYP 4 PLACES) 


7 


SECTION H-H 
(SCALE 1:4) 


INSTALL 
03681-1 SPACER 


~ 
00.250& 


SECTION GoG 
(SCALE 1:4) 


8 


03391-013 
MID TUBE ASSEMBLY 
PARTS LIST 
-- QTY 
PART NUMBER 
DESCRIPTION 
~ 
- 
-~- 
MID TUBE <,SSEMBL Y 
X 
03391-013 


1 
02500-1-100 
EXTRUSION 
1 
03389-1 
WEB 
"'" 
12 
03681-1 
SPACER 
'-' 
4 
03672-1 
WASHER 
~ 
4 
03672-3 
WASHER 
1-). ;; 
. v",", 
24 
, AELS-l032-130 
INSERT 
,t- 
4 
ALS4-428.165 
INSERT 
r--. 
4 
AN960Cl0L 
WASHER 
Ie'--. ;.- , 
4 
AN960C416L 
WASHER 
1\" ~~ 
4 
MS27039Cl-09 
SCREW 
L 
J. 
4 
MS27039C4-08 
SCREW 
\j'\ 


• 


03391-013 
MID TUBE ASSEMBLY 
1) 
MATERIAL: 
MAKEiROM 
02500-1-100 
EXlRUSION 
/\. 
2) 
INSTALL 03389-' 
WEB TO OUTER TUBE USING SIKAFLEX-2411-291 PER aSI 015 
L3 3) 
WELDING: 
PER DART aSI 004 


B 


8 
7 
4 


C 


B 


o 


A 


REV.G 
SHEET6 OF 8 


SCALE 


1:20 


SECTION y.y 
(SCALE 1:4) 


Y~ 


DISTANCE 
TO 
END OF WEB 
4.19 
(REF) 
DETAIL K 
(SCiii:ETS) 


DART AEROSPACE 
USA, INC 
PORT HADLOCK, WA 


DRAWING NO. 
D3391 


TITLE 
412 FLOAT SKIDTUBE 


DESIGN 


DRAWN 


CHECKED 


MFG. APPR. 


APPROVED 


DE APPR. 


DATE 
07.07.31 


RELEt~~D; 
(07.,/.Ol,1D 


00.438 
(8 PLACES) 


00.438 
(TYP) 


G 


G 
-' --'- 
REFER TO DETAIL K 
H 


REMOVE 
0.030 
FROM TOP AND BOTTOM 
TO 3.610 


SECTIONX.X 
(SCALE 1:4) 


D3391-ll23 ASSEMBLY 
DETAIL 


WELD INTO PLACE 
& GRIND FLUSH 
(BOTH ENDS) 


DRiLL 00.297 
INSTALL AELS-1032-130 
INSERT 
AFTER FINISH 
(TYP) 


(5 PLACES) 


;...~. 


SECTION H.H 
(SCALE 1:4) 
C. 
r.p.Z 
:=".:2 


"-: 
'11 ;lj 
(/'l 
:...t, 
or" ::c 
;r. 
:.; ;-: ~ 


-.... 
.--< 
•• 
f) 
_.. 
) 0 
-.~ ., 


-:'- -" 
:..3. 
-\ 
.-' 


"- 
:) 


-": 
, 


'0" 
~ 


36.500 


22.500 


& 
DRILL THRU 21164" (00.328) 
C'SINK 00.438 X 45' (BOTH SIDES) 
(5 PLACES) 


10.500 


REFER TO 
DETAILJ 


00.188 
(TYP) 


INSTALL 
03681-1 
SPACER 


SECTION G-G 
(SCALE 1:4)m~ 


45' 
/J-., 
(TYP)~'./ 
". 
~ 
"7 
00.250 
L-- 
& 


D3391-ll23 
MID TUBE ASSEMBLY 
PARTS LIST 
~ 
QTY. 
PART NUMBER 
DESCRIPTION 
£. 
023 
0 


X 
03391.023 
MID TUBE ASSEMBLY 
i\ \ -: 
V\ 
1 
02500-1-100 
EXTRUSION 
\ 
. 


1 
03389.1 
WEB 
I••••• 
O\. 
5 
03681.1 
SPACER 
, 


I, \\. 
20 
AELS.l032.130 
INSERT 
i 
\' 


x 


Y 


~070'g,og 


DETAlLJ 
(SCiii:E1:5 ) 


i 
i 
i 
i 
DISTANCE 
TO ~i 
FWD END OF 
03389-1 
WEB 
.. 
1'\ 
4.94 
~ 
Y 


,# 


~ 


~4":";;' 


p'I r'~ _' 
/ 
"' 
D3391-ll23 
MID TUBE ASSEMBLY 
--' 
-< 
1) 
MATERIAL: MAKE FROM 02500-1-100 
EXTRUSION 
/\ 
2) 
INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX.241/.291 
PER OSI 015 
~ 
3) 
WELDING: PER DART OSI 004 


C 


o 


B 


A 


8 
7 
6 
5 
4 
3 


r 


8 
6 
5 
3 


A 


B 


c 


D 


REV. G 
SHEET7 OF 8 


SCALE 


1:12 


CHAMFER 
30"XO.060 DEEP 


DRill 
#4 (00.209) 
/\ 


(2 PLACES) 
~ 


COPYRtGHT 
C 2005 
BY 
DART 
AEROSPACE 
US ••.• INC 


THIIDCICUIoIEWT~~1V.T!-"HlCONPl~"oI«l~II..P"L'~OONlM':V<I'flf:MCD'O'TlON""'TrrlS 
r«l'TOIlEUSUl'Oll: 
•••• 
~OACOl'JEOOI'\COOOOIU...ca'!(OTO.,..,01'H!IlPfIO:$OO<IMTHOVT 
WI'ITTEI<I'BWl$$I(,I'l~ll(lI\lo.un~.oaUSA.N; 


DART AEROSPACE 
USA, INC 
PORT HADLOCK, WA 


SECTION R.R 


(SCALE 
1:2) 


DRAWING NO. 
03391 


TITLE 
412 FLOAT 
SKIOTUBE 


~ 
(SCALE 
1:2) 


DESIGN 


DRAWN 


CHECKED 


MFG. APPR. 


APPROVED 


DE APPR. 


DATE 
07.07.31 


3 


0.500 
(REF) 


03.750 


(REF) 


MACHINE 
CONSTANT 
TAPER 
FROM 03.750 
TO 03.200 


36.435 
TO TAPER 


VIEWW.W 


(SCALE 
1:3) 


-j 
I- 0.687~~ 


03.750 
(REF) 


SECTION p.p 
SECTION Q-Q 


(SCALE 
1:2) 
(SCALE 
1:2) 


L 


43.3 


(REF) 
OIST 
TO CENTER 
OF BEND 


Q 


5 


P 


3.520 


03.750 
(REF) 


& 
88.93 


D3391.3 
AFT 
DRilliNG 
AND CUTIING 
DETAil 


(MAKE 
FROM 
06014-090 
SKIOTUBE 
MATERIAL) 


27.750 


6 


SECTION N.N 


(SCALE 
1:2) 


lw 


L" 


17.250 U 


24.250 


3.300 


03.750 


(REF) 


AA 
7.500 


1.750 


6.500 


03.500 


SECTION AA.AA 
(SCALE 
1:2) 


0.200 


(REF) 


7 


DETAilS 
(SCii'LE'1:3 ) 


V1EWBB-BB 
(SCALE 
1:3) 


8 


1.750 


1.750 


1.526 I 
(REF) 


o 


C 


B 


A 


• , 


I 


8 
6 
4 


c 


03537.7 
WEARPAD 


DETAil T 


2.69 
-1- 


4.2:t0.25 


0 


L0. 
£ 


--_.- 


L0. 
DRILL 
00.297 
(TYP 26 PLACES) 


53.7 


R30.0i:2.0 


44.000 


D3391'()25 
BENDING 
AND DRILLING 
DETA!L 
{} 
(SEE C'BORE 
DETAIL 
BELOW) 
~ 
INSTALL 
03670-4200 
SPACER 
SEAL WITH 
MAGNOBOND 
6398 
GRIND 
FLUSH 
PRIOR TO PAINTING 
(4 PLACES) 


7.00 


9.1 
(REF) 


DISTANCE 
BETWEEN 
HOLE 
AND 
TANGENT 
POINT 


DETAIL T 


4.2%0.25 


4.000 


2.000 
2.69 


DRILL 
THRU 
21164" (00.328) 


(14 PLACES) 
/\ 
/\ 
C'SINK00.438X45" 
~ 
m 
(BOTH 
SIDES) 


------- 


36.000 
9 ea. SPACES 
4.000 PITCH 


L0. 
INSTALL 
03670-4200 
SPACER 
SEAl 
WITH 
MAGNOBCND 
6398 
GRIND 
FLUSH 
PRIOR TO PAINTING 
(14 PLACES) 


4.000 
2.000 


L0. 
DRILL 00.297 
(TYP 26 PLACES) 


53.7 


R30.0:t2.0 


P3391~15BENDING 
AND 
DRILLING 
DETAIL 
(SEE C'BORE 
OET All BELOW) 


03391.015 
ASSEMBLY 
AND C'80RE 
DETAIL 
(SEE TABLE) 


9.1 
DISTANCE 
BETWEEN 
HOLE AND 
TANGENT 
POINT 


o 


c 


03391-925 
ASSEMBLY 
AND C"BORE DETAIL 
(SEE TABLE) 


B 


A 


REV.G 


SHEET8 
OF 8 


SCALE.:.2 


DART AEROSPACE 
USA, INC 


PORT 
HADLOCK. 
WA 


DRAWING 
NO. 
03391 


TITLE 
412 FLOAT SKIDTUBE 


SEAL 
WITH 
StKAFLEX-24t/.291 


L0. 
AN3C4A 
BOLT (1) 
03672.1 
WASHER 
(1) 
AN96OC10L 
WASHER 
(1) 
(2 PLACES) 


DESIGN 


DRAWN 


CHECKED 


MFG. 
APPR. 


APPROVED 


DE APPR. 


DATE 
07.07.31 


L0. 
DRILL 00.391 
C'BORE 
00.516 
X 0,040 DEEP 
INSTALL 
AlS4.42B-165 
INSERT (1) 
(4 PLACES) 


SECTION 
CC-CC 
(SCALE 
1:3) 


03391-0151-025 
AFT 
TUBe 
ASSeMBLY 
PARTS 
UST 


C'BORE 
HOLES 
MARKED 
CB'-CB4 
AS FOLLOWS 
AND 
/\ 
INSTAlL 
AELS.1032.XXX 
AFTER 
FINISH AS NOTED 
~ 


QlY. 
QlY- 
PART 
NUMBER 
DESCRIPTION 


0" 
02S 
X 
D3391-D15 
AFT 
TUBE 
ASSEMBLY 
X 
D3391-D25 
AFT 
TUBE 
ASSEMBLY 


1 
1 
D6014-000 
AFT 
TUBE 
, 
1 
D2646 
AFT 
CAP 
, 
1 
D3537-1 
WEARPAD 
1 
1 
D3537-7 
WEARPAD 
1 
1 
D3553-1 
GASKET 
1 
1 
D3553-3 
GASKET 


'4 
4 
D3670-42OO 
SPACER 


2 
2 
D3672-1 
WASHER 


14 
14 
AEL5-'032-130 
INSERT 
12 
12 
AEL5-1 
032-225 
INSERT 
4 
ALS4-426-165 
INSERT 
6 
6 
AN3C4A 
BOLT 


4 
4 
AN3CSA 
BOLT 


10 
10 
AN96OC10L 
WASHER 


HOLES 
QlY 
QlY 
C'BORE 
PIN 
MARKEO 
0339'.()'S 
D339,.()25 


CB' 
12 
12 
00.430 
X 0 .• 70 
AELS-l032-225 


CB2 
4 
4 
00.430 
X 0.170 
AEL5-1032-130 


CB3 
6 
6 
00.430 
X 0.040 
AEL5-'032-130 
CB4 
4 
4 
NONE 
AELS-l032-130 


B 


A 


7 
6 
5 
4 
3 
2 


I 


NO. \bY 
AWS D17.1.2001 
QUALIFICATION TEST RECORD 


Name: 
'bocclC\.~ 
£\\Q\: 
Job number:3_'l)-""b.•...• 
\•.....'?:-)--------------- 
Part number: 
b::?:,c\\ O\~ 
Description: 
\-\ 'Ie" 
\-\)"\:::,'" 
0.""5"'.:-:> 
. 
Welding Process: 
Tig[.-1 
Mig[ 
] 
Base materiel: 
~\ \lV'a " 0 \U ~ 
Current: 
ACl/1 
DC[ 
] 


TEST REQUIREMENTSANDRES~ TS 


.. 


Visual: 
Penetration: 


UNACCEPTABLE 


Cracks: 
Undercut: 
Pin holes: 
Overlap 
(cold lap) 
Porosity 
(surface): 
Coloration: 


pass[~ 
fail[ ] 
pass[-J 
fail[] 


passvC 
fail[ ] 
pass~, 
fail[ ] 
pass[X 
fail[] 
pass[1 
.fail[ ] 
pass(vf/ 
fail[ ] 
pass[vj' 
fail[] 


11 
I 


Qualifier 
jJrJ DJ 
Date of Test Coupon 
Ot?-O]-dq 
~~f~ 


y 
~. 
,~.. 
,"., 
Weide 
~~~~. 
Date of Test Coupon 1211-07:,&9 


The above named individual is qualified in accordance with AWS D 17 .1.200 1 to weld 


H:\FORMS\Production\approved.prod. 
\Welding Coupon.Rev.A 


